DTOIRec'dPCr/PTc o » nr a 

LISTING OF THE CLAIMS 2 3 DEC 2004 

This listing of claims will replace all prior versions, and listings, of claims in the application: 

1. (Currently Amended) A process for producing a metal strip using a two-roller casting 
device wherein the device comprises: (1), in which metal melt (16) is introduc e d into a melt pool 
(14), which is formed by two oppositely rotating casting rollers (2, 3) with respective casting-roller 
axes (4, 5) arranged parallel to one another and by two side plates (6, 7) which bear against the end 
sides (17, 18) of the casting rollers, and in wliich an at least partially soUdificd metal strip (21) is 
conv e yed out o f wherein a casting gap is formed by the lateral surfaces of the casting rollers, 
chai ' ac tc rized the process comprising: 

introducing metal melt into the melt pool: conveying an at least partially solidified metal strip 

fi-om the melt pool through the casting gap: 

■ in tliat the sid e p la t es (6, 7), in during a first time interval fM^^, arc m o ved moving the side 
plates onto the end sides (17, 18) of the casting rollers in a first direction of movement parallel to 
the casting-roller axes (4, 5) , and 

■ in that th e sid e plates (6, 7), in during a second time interval (2^ ), arc moved , moving the 
side plates onto a portion of the lateral surfaces (10, 11) of the casting rollers in a second direction 
of movement parallel to the casting direction (6) in the casting gap (t9). 

2. (Currently Amended) The process as claimed in claim 1, charact e rized in tha t , in 
clii ' onological o r de r , wherein the first time interval (2^) chronologicallv overlaps the second time 
interval ^M^j at least in a subsection of time . 

3. (Currently Amended) The process as claimed in claim 1, chai ' ac t crized in tliat, in 
clu ' onol o gical o rder, wherein the second time interval (Atj) chronologicallv overlaps the first time 
interval (2^) at least in a subsection of time . 

4. (Currently Amended) The process as claimed in o ne of the preceding claims, chai ' acterized 
in that claim 1, wherein the first time interval (At^) starts before the second time interval tAtj). 
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5. (Currently Amended) The process as claimed in one o f tlic preceding claims, 
cha r acterized in that claim 1, wherein the first time interval fAtt) starts not later than when the metal 
melt is fed into the melt pool (14) or bef o re tliis . 

6. (Currently Amended) The process as claimed in one of the preceding claims, 
chai ' act c riz c d in that claim L further comprising moving the side plates (6, 7) arc moved onto the 
casting rollers (2, 3) as a function of the wear properties of the refractory material of the side plates 
used. 

7. (Ciirrently Amended) The process as claimed in on e of the preceding claims 1 to 6, 
chai ' acterized in tlia t claim L wherein the first time interval (z^) is formed by comprised of three 
sections, successive phases, including 

[[•]] a starting phase, in which the side plates (6, 7), during a t un e period o f at most 90 sec, 
are moved onto the end sides (17, 18) of the casting rollers at a first feed rate (v^) which corresponds 
to material wear to a material of the side plates in the melt pool during the starting phase of less than 
50 mm/li, preferably fi 'o m 1 mm/li to 30 nmi/li, 

[[•]] a transition phase, in which the side plates , during a peri o d of a t most 3 min, are moved 
onto the end sides of the casting rollers at a second feed rate fV^j) which corresponds to material 
wear to the side plates in the melt pool during the transition phase of less than 20 nmi/li, 

[[']] a steady-state operating phase, in which the side plates are moved onto the end sides of 
the casting rollers at a third feed rate (v^^) which corresponds to material wear to the side plates in 
the melt pool during the steadv-state phase of between 0,2 nmi/li and 4 nmi/li . 

8. (Currently Amended) The process as claimed in o ne o f t he preceding clamis 1 to 6, 
chai ' ac t erized in t hat claim 1. wherein the first time interval (t^) is fomi e d by comprised of three 
successive phases, including secti o ns . 

[[•]] a starting phase, in which the side plates (6, 7), during a p e riod of at most 90 sec, are 
pressed onto the end sides of the casting rollers with a first contact pressure fp^j which corresponds 
to material wear to the side plates in the melt pool during the starting phase of less than 50 min/h; 
preferably fr o m 1 mm/h t o 30 nmi/li , 
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[[•]] a transition phase, in which the side plates , dming a period o f at m o st 3 min, are pressed 
onto the end sides of the casting rollers with a second contact pressure fp^^ which corresponds to 
material wear to the side plates in the meh pool during the transition phase of less than 20 mm/li , 

[[•]] a steady-state operating phase, in which the side plates are pressed onto the end sides 
of the casting rollers with a third contact pressure ip^) which corresponds to material wear to the side 
plates in the melt pool during the steadv-state phase of between 0.2 mm/h and 4 mm/h . 

9. (Currently Amended) The process as claimed in on e of tlie preceding clamis, chai - ac t criz c d 
in that claim L wherein the second time interval starts a t the la t est not later than 30 min; 
preferably as early as 10 min, after the start of the first time interval (2^). 

10. (Currently Amended) The process as claimed in o ne of Hi e prec e ding claims, 
characteriz e d in t hat claim 7. wherein the second time interval (2^) starts substantially at the start 
of the steady-state operating phase. 

11. (Currently Amended) The process as claimed in one of tlic preceding claims, 
characterized in that tlie side plat e s, claim 1. wherein during the second time interval fAt^)* moving 
or pressing the side plates ai ' c m o v e d/pr e ssed onto respective edge portions a p o rti o n of the lateral 
surface of the casting rollers at one of a feed rate (v^tv^) or witti a contact pressure ip^rPvi) which 
corresponds to material wear to the side plates in the melt pool of 2 nmi/li to 20 mm/li, preferably 
4.0 to IQmm/li . 

12. (Currently Amended) The process as claimed in o n e of claims 1 t o 10, characterized in 
tha t th e side plat e s (6, 7), claim L wherein during the second time interval moving the side plates 
(At ^), arc moved intermittently , wi t h comprising altemating movement phases and stationary phases 
alt e mating and t he stati o naiy phases of th e side plat e s not exc e eding 30 min, pr e f e rably 5 min . 

1 3 . (Currently Amended) The process as claimed in claim 1 2, wherein chaiactcriz c d in t hat 
the side plat e s (6, 7), during each movement phase, the side plates are moved 0.01 to 2 mm, 
preferably 0.1 to 1 mm, onto the edge portions a portion of the lateral surface (10, 11) of the casting 
rollers. 
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14. (Currently Amended) The process as claimed in o ne o f the pieceding claiiu&, 
cha r acteriz e d in tliat claim 1. further comprising a grind-in phase directly preceding the first time 
interval fAt^) is directly p r ec e ded by a grind-in phase, in which and during the grind-in phase the side 
plates , duiing a period of at most 120 sec, are pressed onto the end sides of the casting rollers at a 
feed rate or with a contact pressure which corresponds to a mean material wear to the side plates in 
the melt pool of at least 10 mm/li. preferably at least 20 nim/li, tlie side plates, during a subsection 
of tliis grinding-in phase, if appr o priate additionally being pressed onto a portion o f the late r al 
sui ' fac c s o f t lie casting rollers witli a higli contact prcssui - e in t lic casting directi o n . 

15. (Currently Amended) The process as claimed in one of claims 1 t o 13, characterized in 
that claim L further comprising a grind-in phase preceding the first time interval (2 ^) is preceded 
by a grinding-in phase in wliich causing a mean horizontal material wear to the side plates in the melt 
pool of at least 0.3 mm is p ro duced , this Ae grinding-in phase being carried out with cold or 
preheated side plates , and if appropriate int e rm e diat e hea t ing being can - ied out between tliis 
grinding-in phas e and t h e stai t of the first tim e int e rval (At^ ). 

16. (Currently Amended) A two-roller casting device comprising: 

having two casting rollers (2, 3), wliich are arranged parallel to one another and r o tate 
rotatable in opposite direction s, having lateral surfaces which between them define a casting gap and 
having opposite end sides: [[, and]] 

two side plates (8, 9), which bear against the opposite end sides (17, 18) of the casting rollers^ 
and ai ' c supp o rted in side-plate carrying apparatuses (36), f o r caiiying out tlie method as claimed in 
one of claims 1 t o 14, chai ' ac t crized a pparatus supporting the side plates: 

[[•]] in that each side-plate carrying device includes a (36) has horizontal guides (41) f o r 
impl e menting guide for causing a feed movement of the respective side plate (8, 9) in the direction 
of the casting-roller axes (4, 5) , 

[[•]] in that each side-plate carrying device includes (36) is assigned a horizontal-adjustment 
device (42) for horizontal displacement of the respective side plate (8, 9); and 

a first position-recording device f44) for recording the horizontal position of the side plate 

t»r9), 
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[[•]] intliat each side-plate carrying device including a (36) has vertical guides (38) guide for 
implementing a feed movement of the side plate (87^ in tttc a casting direction (6), based on the 
casting gap (^9), 

[[•]] itrthat each side-plate carrying device including (36) is assigned a vertical-adjustment 
device (39) operable for th e vertical displacement o f verticallv displacing the side plate (8, 9) and 
a position-r e cording d e vice (45) for reco r ding the vertical p o sition of the side plate, 
■ in that a comput e r miit (46) is c o mi c cted, via signal lines, to tlie horiz o ntal-adjustment devic e s (42), 
t he v e rtical-adjus t m e nt devic e s (39) and the position-recording d e vices (44, 45) in order to transmi t 
measurem e nt and c o ntr o l signals . 

17. (Currently Amended) The two-roller casting device as claimed in claim [[16]] 38, 
further comprising chai ' act e rizcd in that the horizontal-adjustment devices (42) and the 
vertical-adjustment devices have (39) ai - e assign e d individual contact pressure measuring devices 
(47, 48) operable for determining the contact pressure of the side plates (879) on the casting rollers 
(2, 3) in the horizontal and vertical directions[[,]]; and 

the horizontal-adj ustment devices (42) and the vertical-adjustment devices (39) are connected 
to the computer unit (46) via signal lines. 

18. (Currently Amended) The two-roller casting device as claimed in claim 17, 
characteriz e d in that wherein the computer unit (46) is designed as an individual control circuit with 
a higher-level plant control system i5¥). 

19. (Currently Amended) The two-roller casting device as claimed in on e of claims 16 t o 
1 8. chai - acteriz e d in t liat claim 1 6, wherein the side-plate carrying device (36^ is fomi e d by comprises 
a basic frame (46), an adjustment frame (3?) and a carrying frame (879), the adjustment frame (3^ 
being is supported on the basic frame (46) via horizontal guides (4t), tmd the carrying frame (879) 
for the side plate (6, 7) being is supported on the adjustment frame (37) via vertical guides (38), and 
the horizontal-adjustment device is (42) b e ing arranged between the basic frame (46) and ttie 
adjustment frame (3^ ; and 

the vertical-adjustment device (39) being is arranged between the adjustment frame (3?) and 
the carrying frame (8, 9) for the side plate (6, 7) . 
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20. (Currently Amended) The two-roller casting device as claimed in on e of claims 16 t o 
19, characterized in that claim 16. further comprising each side plate (6, 7) is assigned having a 
heating device. 

21. (New) The process as claimed in claim 7, wherein 

during the starting phase, the side plates are moved onto the end sides of the casting rollers 
during a time period of at most 90 sec and the first feed rate is less than 50 mm/h; 

during the transition phase, the side plates are moved onto the end sides of the casting rollers 
during a time period of at most 3 min, at the second feed rate is less than 20 mm/h and; 

during the steady-state phase, the side plates are moved onto the end sides of the casting 
rollers at the third fee rate of between 0.2 mm/h and 4 mm/h. 

22. (New) The process as claimed in claim 21, wherein the first feed rate is from 1 mm/h 
to 30 mm/h. 

23. (New) The process as claimed in claim 8, wherein 

during the starting phase, the side plates are pressed onto the end sides of the casting roller 
during a period of at most 90 sec, and the first contact pressiure is less than 50 mm/h; 

during the transition phase, the side plates are pressed onto the end sides of the casting rollers 
during a period of at most 3 min at a second contact pressure of less than 20 mm/h; and 

the third contact pressure during the steady-state phase corresponds to material wear to the 
side plates of between 0.2 mm/h and 4 mm/h. 

24. (New) The process as claimed in claim 23, wherein the first contact pressure corresponds 
to material wear to the side plates of from 1 mm/h to 30 mm/h. 

25. (New) The process as claimed in claim 9, wherein the second time interval starts as early 
as 10 min after the start of the first time interval. 

26. (New) The process as claimed in claim 8, wherein the second time interval starts 
substantially at the start of the steady-state operating phase. 
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27. (New) The process as claimed in claim 1 1, wherein the material wear to the side plates 
is 2 mm/h to 20 mm/h. 

28. (New) The process as claimed in claim 11, wherein the material wear to the side plates 
is 4 mm/h to 10 mm/h. 

29. (New) The process as claimed in claim 12, wherein the stationary phases do not exceed 

30 min. 

30. (New) The process as claimed in claim 12, wherein the stationary phases do not exceed 

5 min. 

31. (New) The process as claimed in claim 13, wherein the side plates are moved 0.01 to 

2mm. 

32. (New) The process as claimed in claim 13, wherein the side plates are moved 0.1 to 

1mm. 

33. (New) The process as claimed in claim 14, wherein the side plates are pressed onto the 
end sides of the casting rollers during a subsection of this grinding-in phase, the side plates being 
additionally pressed onto a portion of the lateral surfaces of the casting rollers with a high contact 
pressure in the casting direction, which corresponds to mean material wear to the side plates of at 
least 10 mm/h. 

34. (New) The process as claimed in claim 14, wherein the side plates are pressed onto the 
end sides of the casting rollers during a subsection of this grinding-in phase, the side plates being 
additionally pressed onto a portion of the lateral surfaces of the casting rollers with a high contact 
pressure in the casting direction, which corresponds to mean material wear to the side plates of at 
least 20 mm/h. 
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35. (New) The process as claimed in claim 14, wherein the side plates are pressed onto the 
end sides of the casting rollers during a subsection of this grinding-in phase, the side plates being 
additionally pressed onto a portion of the lateral surfaces of the casting rollers with a high contact 
pressure in the casting direction 

36. (New) The process as claimed in claim 15, wherein the mean horizontal wear to the side 
plates is at least 0.33 mm. 

3 7 . (New) The process as claimed in claim 1 5 , further comprising intermediate heating being 
carried out between the grinding-in phase and the start of the first time interval. 

38. (New) The two roller casting devices of claim 16, further comprising: 
a first position-recording device for recording the horizontal position of the side plate, 
a second position-recording device for recording the vertical position of the side plate; and 
a computer unit connected, via signal lines, to the horizontal-adjustment devices, the vertical- 
adjustment devices and the position-recording devices and operable to transmit measurement and 
control signals. 



00681548.1 



-12- 



